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(54) Method of manufacturing a fibrereinforced profile 


(57) A method of manufacturing a fibre-reinforced 
profile (10) from overlapping laminate packages to form Fj 1 
a prefabricated loop (11,12) around a reduced drift (9) g. 
and to cure the prefabricated loop (11,12) in an oversized 
mould to the fibre-reinforced profile (10). 

And an actuator manufactured according to said method. 
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Description 


[0001] The invention concerns a method for manufac- 
turing fibre-reinforced profiles and the invention concerns 
in particular an actuator for a helicopter’s rotor blade man- 
ufactured according to said method. 

[0002] Itis known in aeronautical industry to manufac- 
ture profiles from fibre-reinforced synthetic material, such 
as loops made of reinforced fibre glass (GRP) or rein- 
forced carbon fibres (CRP) bedded in epoxy resin. 
[0003] Different types of production processes are 
state of the art: 


e prepreg straps are wound endlessly on a drift; 


e prepreg straps are put with a looping angle of 180° 
around a drift; 


e soaked fibre bundles are wound endlessly with 
epoxy resin on a drift. 


[0004] The rotor blades of many helicopters have a 
GRP loop connection. Through the high load due to cen- 
trifugal forces, impact and edgewise moments, a very 
high static and dynamic strength is required for this ap- 
plication to achieve a high expected life duration. 
[0005] For curing of a continuous loop under external 
pressure the loop is wound on the drift. During curing 
under external pressure, i. e. vacuum and if necessary 
autoclave pressure, the fibre-reinforced synthetic mate- 
rial positions itself. In particular the external fibres are 
compressed through the reduction of the circumference. 
Due to the missing elongation they are not fully stretched 
and therefore they are not able to carry loads as if they 
would be stretched. This effect is stronger with relatively 
thick loops than with relatively thin loops. A thick loop is 
defined by R,/R; >1,5 and a thin loop is defined by R,/R; 
= 1-1,5 with R, being the outer radius of the loop and R; 
being the inner radius of the loop. 

[0006] To remedy said disadvantage curing of a con- 
tinuous loop under internal pressure in an external form 
might be considered. However, only the internal fibres 
are stretched while applying the internal pressure, such 
as vacuum and if necessary autoclave pressure, pres- 
sure bag. The internal pressure cannot be transferred up 
to the external form. The consequence is that only the 
internal fibres of such a continuous loop are sufficiently 
stretched and carry the loads. 

[0007] The document US2009115089 discloses a 
method for curing using internal pressure. 

[0008] The document W02009087115 discloses a 
method for the production of fibre-reinforced composites 
with complex cross-sectional shape. The method is 
based on the use of centrifugal force to provide the in- 
ternal pressure. 

[0009] The object of the invention is to provide a man- 
ufacturing method allowing high stiffness of all fibres in 
a loop and to provide an actuator for a helicopter’s rotor 
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blade manufactured according to said method. 

[0010] The invention solves the problem according to 
a method of manufacturing a fibre-reinforced profile with 
the features of claim 1 and according to an actuator man- 
ufactured by said method with the features of claim 7. 
[0011] According to the invention a method of manu- 
facturing a fibre-reinforced profile is provided with the 
following steps: First a drift and an external mould form 
is provided. 

[0012] Subsequently at least two sets of fibre-rein- 
forced material are provided with each of said at least 
two sets comprising at least one laminate package of 
said fibre-reinforced material. Said laminate package is 
preferably composed of prepreg layers with intermediate 
separating foils and each of said laminate packages is 
longer than a fraction of the periphery of the drift and any 
in between laminate package of said fibre-reinforced ma- 
terial. The fraction of the periphery of the drift is defined 
by a division of the number of sets through the entire 
length of the periphery of said drift. Subsequently said at 
least two sets are arranged around said drift by placing 
a laminate package of one of said at least two sets on 
the drift and placing a laminate package of another one 
of said at least two sets on the drift such that the preceding 
laminate package of the other one of said at least two 
sets is overlapped at least partly to form a prefabricated 
loop. Subsequently said prefabricated loop is positioned 
inside said external mould form, said internal periphery 
of the external mould form being longer than the external 
periphery of the prefabricated loop. Pressure is applied 
to the internal periphery of the prefabricated loop to press 
said external periphery of the prefabricated loop against 
said internal periphery of the external mould to cure the 
prefabricated loop to the fibre-reinforced profile. E. g.: 
The fraction of the periphery of the drift resulting from the 
division of the number of two sets through the entire 
length of the periphery of said drift is half, three sets would 
make the fraction = 1/3, and so on. With the inventive 
method of manufacturing it is ensured that for curing all 
fibres are uniformly stretched and hence the laminate 
quality and the mechanical characteristics of the loop 
reach their respective optima. The inventive method is 
in particular advantageous if applied to rotor blades for 
best quality, stiffness and stability of the resulting fibre- 
reinforced profile. A further advantage of the invention is 
a less complex production and an increase in reproduc- 
ibility of production results at overall reduced production 
costs. The fibres used for any of the laminate packages 
are carbon fibres with an elasticity modulus of up to 210 
000 N/mm?. The intermediate separating foils between 
the layers allow areas in the laminate packages without 
shear stresses for increased flexibility at high tensile 
strength of the laminate packages. 

[0013] According to a preferred embodiment of the in- 
vention said prefabricated loop is removed from the drift 
before positioning said prefabricated loop inside said ex- 
ternal mould form thus allowing less complex tools for 
the inventive method of manufacturing. 
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[0014] According to a further preferred embodiment of 
the invention the laminate packages are tapered at their 
ends to allow smooth overlapping of the laminate pack- 
ages. 

[0015] According to a further preferred embodiment of 
the invention overlapping of the tapered ends of the lam- 
inate packages is effected along two vertices of the drift 
where the most advantageous effects of stretching the 
outer laminate packages can be expected. 

[0016] According to a further preferred embodiment of 
the invention the respective laminate packages of the at 
least two sets overlap to an extend after arrangement to 
the drift that complete adaption of the outer laminate 
packages of said prefabricated loop to the internal pe- 
riphery of the external mould form occurs. 

[0017] According to a further preferred embodiment of 
the invention the sets of overlapping laminate packages 
are warmed to cure. 

[0018] According to the invention an actuator is man- 
ufactured by a method according to any of the preceding 
embodiments, said actuator with piezostacks integrated 
into the fibre-reinforced profile being suitable for actua- 
tion of rotor wing flaps. The high stiffness of the profiles 
manufactured according to the invention allows the nec- 
essary transmission ratios resulting from the small actu- 
ation distances of piezostacks. 

[0019] Apreferred embodiment of the invention is pre- 
sented by way of the following description with reference 
to the attached drawings. 


Fig. 1 shows two sets of laminate packages of fibre- 
reinforced material arranged along a drift according 
to the invention, 


Fig. 2 shows curing of a half shell bending loop ac- 
cording to the invention, and 


Fig. 3 shows a prefabricated loop inside an external 
mould form according to the invention. 


[0020] According to Fig. 1 in a first step of the method 
of manufacturing a fibre-reinforced profile 10 several pre- 
preg laminate packages 1-8 with from inside to outside 
increasing lengths are provided by putting them down on 
an even area. Each of said laminate packages 1-8 is built 
up from 11 unidirectional carbon fibre layers, namely pre- 
pregs, with respectively two intermediate separating foils 
between two adjacent layers. The layers are increasing 
in length and are arranged to form a wedge shape re- 
sulting in tapered ends for each of said laminate pack- 
ages 1-8. The intermediate separating foils leave the 
ends and a mid area free between two adjacent layers 
allowing unhampered cure of the prepreg layers at the 
ends and the mid area. 

[0021] Each of said laminate packages 1-8 is longer 
than half of the periphery of a drift 9 and any in between 
laminate packages 1-3 or 5-7 of said fibre-reinforced ma- 
terial. Said laminate packages 1-8 are arranged to form 
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a wedge shape with the longest laminate packages 1, 8 
at the outside. 

[0022] The diameter of the drift 9 is reduced against 
the final contour of the fibre-reinforced profile 10. The 
length of such a contour may be about 150 mm. The 
contour is cut to a height of 23 mm by means of a clamping 
device. 

[0023] According to Fig. 2 a right hand and a left hand 
semi-monocoque 11, 12 are formed from said laminate 
packages 1-8 to a prefabricated loop by repeatingly 
putting said laminate packages 1-8 on the drift 9 in a way 
that if one laminate package 1-4 of one set is put down 
on the drift 9 an overlapping laminate package 5-8 from 
the opposite set is put down on the drift 9 or vice versa 
with the overlapping of said laminate packages 1-8 oc- 
curring on both vertices 13, 14 of the drift 9 up to the lay- 
out of the total prefabricated loop 11, 12. 

[0024] According to Fig. 3 the prefabricated loop 11, 
12 is removed from the drift 9 and positioned in an ex- 
ternal mould form 15. In the not cured condition the pre- 
fabricated loop 11, 12 is a little smaller than the contour 
of the mould form 15. Curing of the prefabricated loop 
runs under internal pressure to the internal periphery of 
the prefabricated loop to urge said external periphery of 
the prefabricated loop against said internal contour of the 
external mould form 15 to form the fibre-reinforced profile 
10. The internal pressure is in the range of 4 bar and is 
applied by means of a silicon pressure bag. Overlaps of 
the laminate packages 1-8 at their respective ends at the 
vertices 13, 14 are directed by the internal pressure until 
full contact is reached of the external periphery of the 
prefabricated loop 11, 12 to said internal contour of the 
external mould form 15. 

[0025] The external mould form 15 may be warmed to 
cure the prefabricated loop 11, 12. 


Claims 


1. A method of manufacturing a fibre-reinforced profile 
(10) with the following steps: 


providing a drift (9) and an external mould form 
(15), 

providing atleasttwo sets of fibre-reinforced ma- 
terial with each of said at leasttwo sets compris- 
ing at least one laminate package (1-8) of said 
fibre-reinforced material, preferably comprising 
prepreg layers (1-8) of said fibre-reinforced ma- 
terial with intermediate separating foils, each of 
said laminate packages (1-8) being longer than 
a fraction of the periphery of the drift (9) and any 
in between laminate package (1-3, 5-7) of said 
fibre-reinforced material, the fraction of the pe- 
riphery of the drift (9) being defined by a division 
of the number of sets through the entire length 
of the periphery of said drift (9), 

arranging said at least two sets around said drift 
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(9) by placing a laminate package (1-4) of one 

of said at least two sets on the drift (9) and plac- 

ing a laminate package (5-8) of another one of 
said at least two sets on the drift such that the 
preceding laminate package of the other one of 5 
said atleast two sets is overlapped at least partly 

to form a prefabricated loop (11, 12), 

positioning said prefabricated loop (11, 12) in- 
side said external mould form (15), said internal 
contour of the external mould form (15) being 10 
longer than the external periphery of the prefab- 
ricated loop (11, 12), and 

applying pressure to the internal periphery of the 
prefabricated loop (11, 12) to press said external 
periphery of the prefabricated loop (11, 12) 15 
against said internal contour of the external 
mould form (15) to cure the prefabricated loop 

(11, 12) to the fibre-reinforced profile (10). 


The method according to claim 1, 20 
characterized by removing said prefabricated loop 

(11, 12) from the drift (9) before positioning said pre- 
fabricated loop (11, 12) inside said external mould 
form (15). 


25 
The method according to claim 1, 
characterized by tapering the laminate packages 
(1-8) at their ends. 
The method according to claim 3, 30 
characterized by overlapping the tapered ends of 
the laminate packages (1-8) on two vertices of the 
drift. 
The method according to claim 1, 35 
characterized by overlapping the laminate packag- 
es to an extend that a complete adaption to the in- 
ternal contour of the external mould form (15) is ef- 
fected. 

40 


The method according to claim 1, 
characterized by warming the sets of overlapping 
laminate packages (1-8) to cure. 


An actuator manufactured by a method according to 45 
any of the preceding claims for actuation of rotor wing 
flaps with piezostacks integrated into the fibre-rein- 
forced profile (10). 
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